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ENGINEERING SPECIFICATION CODE 03640
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600994CF.
STANDARD MANUFACTURING LIMITS

1, SCOPE. This specification establishes the standard manufacturing
limits for fabricated parts when the limits are not specified on the drawing.
The requirements of this specification apply to all IBM (FSD-ESC) designed
parts fabricated internally or for IBM by a vendor, supplier or subcontractor,

1.1 EXCEPTIONS. Exceptions to the requirements of this specification
are listed helow:

a. When requirements specified on a drawing conflict with
requirements of this specification, the requirements on
the drawing shall take precedence.

b. Unless otherwise specified on the drawing, non-~machined
surfaces of castings, moldings, forgings, etc. are not
required to adhere to the requirements of this specification.

2. APPLICABLE DOCUMENTS
Z.1 The following 8pecifications, standards, and publications of the
issue in effect on date of invitation for bids, unless otherwise specified, form
a part of this specification to the extent specified herein, In case of conflict
between an engineering drawing, this specification, and documents referenced
herein, the following order of precedence shall apply:
a. The Engineering Drawing
b. This Specification

c, The Documents referenced herein

AF34(601)26026

Bl L T T S

w D N AT b s M o

28!lﬂll!ESESCSEASBtthSBSSSIEIEEE!UIU#EEEEL'B;’::S



»49M FORK ND. ¢hl.8140 0
-

deduadrd

AR L R A A D I L N e i—iwnﬁ

» -

LI R A L L . B L o e D

* b L 4 5 L & L B

L L. B I L D . B . B BB ]

6009940¥
SPECIFICATIONS
Military
MIt,-W-6858

MIL-W-6873
MIL-W-8604
MIL-W-8611

MIl.-W-18326

Industry
Ri15-2665
AMS - 2670
AM&-2671

Al5-2672
ANST-BAG.1
AR5I-Y14.5

1gh
6009424

AF 34(801)26026

Welding, Resistance: Aluminum, Magnesium, Non-
Hardening Steels or Alloys, Nickel Alloys, Heat-
Resisting Alloys, and Titanium Allays; Spot and
Seam

Welding: Flash; Carbon and Alloy Steels

Welding of Aluminum Alloys: Process for

Welding, Metal Arc and Gas, Steels, and Corrosion
and Heat Resistant Alloys; Process for

Welding of Magnesium Alloys, Gas and Arc, Manual
and Mathine Process for

Silver Brazing
Copper Furnace Brazing-Carbon and Low Alloy Steels

Coopér Furnace Brazing-Corrosion and Heat Resistant
Steels and Alloys

Aluminum Brazing
Surface Texture

Dimensioning and Tolerancing

Brazing, Aluminum Molten Flux

6009940

SCALE Rev € sHLet =
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60099401
3. REQUIREMENTS
3.1 DIMENSIONING. Dimensiaoning on drawings shall be in accordance with

the requirements of ANSI Y14.5

3.2 TOLERANCING. Tolerancing on drawings shall be in accordance with
the requirements of ANSI Y14.5

3.3 SURFACE TEXTURE. Unless otherwise specified, surface texture of the
surfaces of solid non-plastic materials depicted on drawings shall be 125/ or better
in accordance with the requirements of ANSI-B-46. 1. (See 3.3.1 for plastics.)

3.3.1 Surface Quality of Plastics. When surface quality is desired for
the appeararce or function of a plastic part, one of the following symbols shall
be used on the drawing to indicate the degree of roughness permissible on the
finished part. Surface quality of plastics shall be subject to visual comparison
or visual inspection only.

1. (Molded surface free from flash but in which fine tool
or mold marks may be visible.)

. (Machined surface in which fine tool marks may be
visible.)

{(Machined or molded surface in which tool or mold marks <
are not visible.)

4L

3.4 DIRECTION OF LAMINATIONS. The terms (DIRECTION OF LAMINATIONS) or
(DIRECTION OF GRAIN) are synonymous. The direction of )aminations shal] be
interpreted as being parallel to the length or width of the laminated sheet as
it is produced. If the direction of lamination is important to the appnearance
or function of a plastic part, the following notation shall be added to the

drawing.
 — ) Direction of Laminations I——
i
X
N
i
= SIZE |CODE IDENT NO.JOWG NO.
) A Tos | 6009940
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ENGINEERING SPECIFICATION CODE 03640

: 6009940r
3.5 WELDING, Unless otherwise specified on the drawing, welding
shall be done in accordance with the requirements of the following documents.,

d.5.1 Flash Welding. Flash welding of carbon and alloy steel shall
be in accordance with the requirements of MIL-W-6873, -

3.5.2 Shielded Arc Welding, Shielded arc welding of aluminum and
aluminum alloys shall be in accordance with the requirements of MIL-W-8604,

3.5.3 Metal Arc and Gas Welding. Metal arc and gas welding of steel
and corrosion and heat resistant steel alloys shall be in accordance with
the requirements of MIL~W-8611,

3.5.4 Spot and Seam Welding. Spot and seam welding of aluminum,
magnesium, titanium and non-hardening steels or alloys shall be in
accordance with the requirements of MIL-W-6858,

3.5.5 Inert Gas Metal Arc Welding, Inert gas metal arc welding of
magnesium and magnesium alloys shall be in accordance with the require-
ments of MIL-W-18326,

3.6 BRAZING., Unless otherwise specified on the drawing, brazing
shall be done in accordance with the requirements of the following documents.

3.6.1 Silver Brazing. Silver hrazing shall be done in accordance with
the requirements of AMS 2665.

3.6.2 Copper Furnace Brazing. Copper furnace brazing of earbon and
low alloy steels shall be in accordance with the requirements of AMS 2670.

3.6.3 Aluminum Brazing. Aluminum brazing shall be done in
accordance with the requirements of AS 2672,

3.6.4 Copper Furnace Brazing. Copper furnace brazing of corrosion
and heat resistant steels and alloys shall be in accordance with the require-
ments of AMS 2671,

3.6.5 Aluminum Melten Flux Brazing. Aluminum molten flux brazing
shall be in accordance with the requirements of IBM Specification 6009424.

AF 34(601)26026
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ENGINEERING SPECIFICATION CODE 03640

6009940r

3.7 RELIEFS ON DIAMETERS. Unless otherwise specified on the
drawing, a machining relief on diameters for manufacturing purposes is
permissible on inside edges of parts. The primary function of a relief is to

provide clearance in machining operations. A relief is not essential to the

function of the part, therefore, it is not required to show or dimension a

.relief on a drawing. A relief is not permissible if a Min-Max radius or break

is specified for the feature, or if a note, NO RELIE¥, is added to the drawing.

3.7.1 Types of Reliefs. Figures 1 and 2 show the types of reliefs
permissible. Figure 1 should be used when only the diameter is to be machined
to a close tolerance. Figure 2 should be used when both the diameter and

the face are to be machined to a close tolerance, The values shown in
Figures 1 and 2 are the values that will be on the finished part,

—| WIDTH  [«— Profile of relief optional

v 1

Finished |Up to .125|Over . 125 Over . 250 |Over . 650 |Over 1. 000
Dia. to . 250 to .650 | to 1.000
Relief . 003 .006 .010 .015 .030
pth{max)
Relief
iWidt.h(ma.x) 015 | .015 051 | .031 | .04

Heat treated parts sh mld have a .010 minimum radius to
eliminate stress concentration.

FIGURE 1
: AF 34 (601) 26026
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IIBIME  SPECIFICATION

CODE IDENT NO.| SPECIFICATION NO. | REV

03640 6009940 F
.05
MAX5
WIDTH OF
TOOL .070 (REF ONLY)

| {
,42222%2é§é§ T L—.055
777 010 MAX
MAX
FIGURE 2

3.7.2 RELIEF RADII, THE INSIDE EDGES OF A RELIEF RAD!I MAY BE ROUNDED
WITH A RAD!| AS LARGE AS 1S PERMISSIBLE.

3.8 EDGE AND CORNER COND{TIONS.

3.8.1 EDGE AND CORNER BREAKS. IF A SPECIFIC EDGE OR CORNER BREAK 1S NOT
SHOWN ON THE DRAWING, THE FOLLOWING LIMITS APPLY TO ALL EDGES AND CORNERS.

OUTS1DE EDGES AND/OR CORNERS MAY BE BROKEN TO A MAXIMUM OF 020,
INSIDE EDGES AND/OR CORNERS MAY BE BROKEN TO A MAX|MUM OF .010,

(A BROKEN EDGE OR CORNER MAY BE ROUNDED, BUT NOT NECESSARILY ON A TRUE
RADIUS. IT MAY BE PRODUCED BY A CUTTING TOOL, FILE, SCRAPER, OR ABRASIVE.)

3.8.2 BURRS, ALL PARTS SHALL BE FREE FROM BURRS AND CONDIT)ONED FOR
SAFE HANDLING. SEE FIGURE 3 AND REFERENCE 6.1F, BURR DEFINITION.

INSIDE EDGE BREAK
OUTSIDE CORNER BREAK

INSIDE
CORNER W\ ANY ANGLE OF
INTERSECT | ON

BREAK AR\ \

IRREGULARITIES (ANY
SIZE OR SHAPE)PRO-
TRUDING BEYOND THE

0UTS | DE POINT OR LINE OF INTER-
EDGE BREAK SECTION INTERSECT ING
SURFACES
FIGURE 3 :
7
AF 34 (601)2602 6
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.; 3.9 HOLE ALIGNMENT, The alignment of machined holes that have a

4 comion axis or that are shown on a common center-line (see Figure 4 and 4A)
shall be within the sum of the tolerances on the diameters of the two holes that
have the gsmallest tolerances or shall be within the location tolerance of the
holes whichever is smaller.

» N A kW P m

Deviation From "
Alignment . 010 : "

_ p
/@}@ N .

~

. 24

23

3 / .

g ~ 27

; &) ;

i »

v ] Common Center %

\ \ Line Locating »

Q{/ \ 7 Holes ¥
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8.9.1 Machined Surfaces Alignment. The alignment of two or more flat :

machined surfaces of the same part that are in the same plane (see Figure 4B)

shall be within the tolerance on the dimension that locates the surface. Where "

there is more than one dimension taken from the given surface, the smallest !

tolerance will apply. Total misalignment, however, shall not exceed-.0005 -

per linear inch for functional surfaces or .001 per linear inch for non-functional "

4 surfaces. Y
3 * L]
k 7
A L]
)é is
»

EA)

1

K 1)
) 7
4 '
1 L
3 n
3 COMMON PLANE ™
R . ]
'fg FIGURE 4B : .
n

3.10 CONCENTRICITY. Concentricity is a condition in which two or ®

more features (such as cylinders, cones, and spheres) in any combination "

4 have a common axes. (See Figure 6, ) Concentricity and eccentricity are ::
4 NOT synonymous. Concentricity is actually the relative indication of »
position, each to each other, of two or more cylindrical surfaces for which a

i common extended axes is intended, L]
n

: 3.10.1 True Concentricity. True concentricity exists between two or -
3 more closely related cylindrical surfaces when there is no indicated radial “
e I runout on any of these surfaces as each is rotated about the axis of the other, ::
! ’ “
4 3.10,2 Concentricity Measurement, The measure of concentricity of “
E machined surfaces shall be the total indicator reading (TIR) which shall not “
; exceed one-half of the sum of the tolerances on the diameters of those surfaces., «
. M
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3.11 INTERNAL THREAD. Amount of internal thread is controlled by
_ the note " MIN FULL THD". The gpecified "min full thd" length
; n}uslt contzin full form threads, or specified clearance for threads (e.g. counter-
‘ sinks); any partial threads or unthreaded hole length being outside the coverage
of the dimension. The "min full thd" length is measured from the datum surface
of the hole, including counterbores, countersinks, etc. (see Figure 5).

LN BT B - I Y "
) i i L 1 s e - — ..

i 3,11.1 .Depth of Tap Drill Hole is not specified on the drawing unless 0
1 breakthrough is functionally unacceptable, in which case it is controlled by s

. the note " MAX HOLE DEPTH". This length includes the point t
3 of the drill. When not limited on the drawing, Manufacturing may drill s
3 through if they desire to avoid plating-acid entrapment, ease chip disposal " i

and cutting fluid flow, etc. (See Figure 5). 7

.4563 MIN. FULL THD,

; DRAWING SHOWS \ INTERPRETATION .
- C..ZB . e e e ] ::
i .375-16 UN A -~ Must tap through n
L‘i | =
: .375-18 UNC-2B —— .
; .438 MIN. FULL THD. — x
1 | May drill through :

1 ' $75-16 UNC-2B — | May tap through x :

' .438 MIN. FULL THD, ~ 3f— - v

- .

.375-16 UNC-2B——memee: __ .

.438 MIN, FULL THD, ‘__ - i;}- t‘”‘,,‘;ﬁﬁ;‘ft bﬁgﬁ{ depth : !

|1.312 MAX. HOLE DEPTH = k== 18 to point of drill .

,375-16 UNC-2B’ { "l ] Min. full thread is “ i

171  measured from the “y

|

CBORE ,500 +.005 DIA, | ==--{ datum surface un- .
| 126 DEEP ~ | less otherwise di~ Y
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SURFACE ' ) % t
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3.12.1 Flatness Less Than Linear Inch. The flatness of a machined
surface less than one linear inch shall be within the tolerance on the dimension
that locates the surfaces or within . 0005 for functional surfaces or . 001 for
non-functional surfaces, whichever is smaller.

T B N 0 O A B N e

3.13 PARALLELISM OF MACHINED SURFACES. The parallelism of "
machined surfaces (see Figure 8) one linear inch or greater shall be within "
one-half of the tolerance on the dimension between those surfaces, Such
variation from true parallelism shall not exceed . 0005 per linear inch for

functional surfaces or .001 per linear inch for non-functional surfaces. e
19
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3.13.1 Parallelism Leéss Than Linear Inch, The parallelism of machined
surfaces less than one linear inch shall be within one half of the tolerance of
the dimension between the surfaces or within . 0005 for functional surfaces or
- 001 for non-functional surfaces, whichever is smaller.

3.13.2 Parallelism of Machined Holes. Parallelism of the true axis of
machined holes (see Figure 9) shall be within one-half of the tolerance on the
dimension that locates the hole, Such variation from true parallelism shall
not exceed . 0005 per linear inch for functional surfaces or . 001 per linear
irch for non=functional surfaces.

DRAWING SHOWS
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NOTES
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INTERPRETATION
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3.14 STRAIGHTNESS OF MACHINED CYLINDRICAL SURFACES. The
straightness of machined cylindrical surfaces (see Figure 10) shall be within
the tolerance on the diameter or .0005 per linear inch whichever is smaller.

DRAWING SHOWS
+.000

l--.250 ¥+ o0z DIA.
[ |
!

e - 3.000 + 005

INTERPRETATION

\E. 248 - . 250

. 0015 MAX.

The straightness tolerance is independent
of the point-to-pecint max-min limits.

] FIGURE 10

1 3.15 SQUARENESS OF MACHINED SURFACES. The squareness of

i machined surfaces (see Figure 11) and,/or machined hole axis located at 90°

*) from each other shall be within the tolerance of the dimension that locates the
surface or hole. When there is more than one dimension locating the surface
or hole, the smallest tolerance shall apply. Such variation from 980° ghall
not exceed .001 per linear inch,
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3.15.1 Squareness of Holes. The axial squareness of tapped or drilied
holes located at 90° from a machined surface shall not exceed . 005 per
linear inch.

3.16 CENTERS ON CYLINDRICAL PARTS. (See Figure 12.) Centers
are not usually shown on drawings. However, unless otherwise specified,

only female centers are permissible on finished parts. The use of protective
centers are permissible,

ST
i D VI

e

MAX
DIA MAX
LIMITED DEPTH LIMITED DIAMETER
: EQ) B‘E_—t
i B
! > A
&F B__
CENTER DRILLS
Dimensions of Center Drills
DRILL DRILL BODY
;4 SIZE DIA (A) LG (B) DIA (C)
e — _=f=: ~ |
00 . 025 . 047 .078
0 .031 . 062 . 125
1 . 047 .047 .125
2 .078 . 078 .188
: 3 . 108, . 108 . 250
B 4 125 .125 .312
5 . 188 . 188 . 438
6 . 219 . 219 " . 500
' 7 . 250 . 250 . 625
16 l 8 .312 312 . 760
FIGURE 12
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_ . 8.17 ECCENTRICITY, (See Figure 13) Eccentricity is that condition
Which exists when twoor more closely related, parallel axes are non-coincident,
The amount of eccentricity is the distance between the location of these axes.

I —l\gJ

=l

AMOUNT OF ECCENTRICITY

FIGURE 13

4. QUALITY ASSURANCE PROVISION,

4.1 QUALITY CONTROL. When requirements of this specification are
referenced on the drawing all vendors, suppliers, contractors and subcontractors
shall maintain adequate quality control to ascertain that all processes are
applied in strict accordance with the applicable specifications, and meet all
requirements of the specification.

4.1.1 Deviation and Substitution. All vendors, suppliers, contractors,
and subcontractors shall not deviate from the requirements of a drawing,
gspecifications, or this publication, nor shall they make substitutions in the
3 type, grade, or quality of material, or finish without written approval or
through IBM approved Quality Control procedures.
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4.1.2 Process Control. Unless otherwise specified in writing, all

: processes used, such as welding, heat treating, ete. , shall have Government
; approval and certification for the class of work being handled, Manual fusion
welding shall be performed by certified welders only.

] 4.1.3 Contractor Responsibility., All necesgsary specifications will

' normally be supplied with the contract or purchase order. However, should

! these specifications fail to accompany the contract or purchase order, it

f shall be the responsibility of the contractor to request and obtain such specifi-
cations from IBM before starting work. In the event that a question arises

i concerning which revision level of specification is to be considered binding,

. it shall be the responsibility of the contractor to request and obtain clarification

, from IBM,

5, PREPARATION FOR DELIVERY - Not Applicable

; 6. NOTES

6.1 DEFINITIONS

a. Tolerance - The difference between the allowable high
limit and low limit of a given dimension.

b.  Machined Surface - Any surface from which material has
been removed by cutting tools controlled to produce a
specified size, shape and finish. Sheet stock faces, molded
and cast surfaces are not machined surfaces.

. c, Functional Surface - Any machined surface or hole which
locates or provides a dimensional reference,

18
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6.1 DEFINITIONS (continued)

d,

e,

Non-Functional Surface - Arny machined surface or hole
which does not locate or provide a dimensional reference.

Feature Relationships - Unless otherwise specified there
is no required refation between the position of hub slots,

Burrs -~ Burrs are protruding irregularities of any size
or shape. These irregularities protrude from the edges and
corners in any direction beyond the line of intersection.
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1.0 Scope

1.1 This specification covers the general requirements for induction
brazing of stainless steel.

2.0 Applicable Specifications

2.1 The following documents, of the current issuve in effect, shall form
a part of this specification to the extent specified herein.

Specifications

Federal

QQ-P-35B Passivation treatments for corrosion - resisting
steels

QQ-5-763 Steel bars, wire, shapes, and forgings for corrosion -
resistant steels

0Q-8-766 Steel plates, sheets, and strips bar corrosion -
resistant steels

ASTM-A-269 Steel tubing for corrosion - resistant steels

Military

MIL-8~5002 Surface Treatments & Metallic Coatings for Surfaces

of Weapons Systems

MIL-B-7883 Prazing of Steels, Copper, Copper Alloy, Nickel
(Type 11I) Alloys, Aluminum and Aluminum Alloys

MIL~-T-8504 Tubing, Steel Corrosion Resistant 304 Aerospace
Vehicle Hydranlic Systems Annealed, Seamless and
Welded

MIL-T-8506 Tubing, Steel, Corrosion Resistant 304 Anpealed
Seamless and Welded

MIL-T-8808 Tubing, Steel, Corrosion Resistant (18-8) Stabilized
Aircraft Hydraulic Quality

MIL-B-15935 Brazing Alloys, Silver

MIL-C-144550 Copper Plating (Electrodeposited)

MIL~STD-105 Sampling Procedures and Tables for Inspection
MIT.~-STD-453 Inspection, Radiographic

2 03M/10043/09
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IBM
GIP-001 Quality Workmanship Manual
Commercial
AWS-A-5.8 Brazing Filler Metal
AMS 4777 Brazing Alloy, Nickel Base
3.0 Requirements
3.1 Induction Brazing Equipment
3.1.1 The induction brazing equipment shall be capable of

developing a heat pattern at the faying surfaces that
will flow the braze alloy from the point of placement to
the outside edge of the braze joints making a suitable
fillet along this edge.

3.1.2 This equipment shall have the necessary controls to make
the process repeatable.

3.1.3 An atmosphere of argon or hydrogen or a combination of
both with a dew point of minus seventy degrees Fahrenheit
(-70°F) or lower and a purity of 99.95% or better shall
surround the inside and outside of the stainless parts or
subassemblies being brazed together.

3.1.4 Any hydrogen atmosphere shall be contained in a housing
properly vented for a hydrogen explosion,

3.1.5 Suitable equipment shall be provided to purge all oxygen
and water vapor from the brazing container so that the
exit gas has a dew point of minus sixty degrees Fahrenheit
(-60°F) or lower and is oxygen free. The result will be
a bright and shiny stainless steel assembly free of
oxides and scale.

3.2 Materials

3.2.1 Type 304 L, 316 L, 321 or 347 stainless steel and no
other grades of stainless steel, seamless tubing shall be
purchased in accordance with MIL-T-8504, MIL-T-8506, or
MIL-T-8808.

3.2.2 Type 304 L, 316 L, 321, or 347 bar, sheet and plate and

no other grades of stainless steel shall be purchased in
accordance with QQ-S-763, QQ-8-766, and ASTM SPEC A-269.

3 03M/10043/09
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3.2.

[95)

Silver Braze wire or foil (BAg 19) or Nickel braze power
(BNI-2 or AMS 4777) shall be procured in accordance with
AWS-A-5.8 filler metal specification.

3.2.4 Bottled or bulk hydrogen or argon shall have a dew point
of minus seventy degrees Fahrenheit (-70°F) or lower.

3.3 Cleaning

3.3.1 All stainless steel parts and/or subassemblies shall be
passivated in accordance with QQ-P-35.

3.3.2 After passivation, all parts shall be handled with clean
white, lint free, gloves until they are brazed.

3.4 Assembly

3.4.1 All parts shall be matched and fixtured so that the
clearance between faying surfaces will be maintained
between .001 and .003 inch.

3.4.2 The wire, foil, powder brazing alloy shall be placed at
the coldest area of the heat pattern induced along the
faying surfaces.

3.5 Brazing Cycle

3.5.1 The heat pattern induced and conducted into the faying
surface must pull the braze alloy from the point of
placement to the outside edge.

3.5.2 No flux is permitted in this operation; only the getting
action of the lithium in BAg-19 is permissible.

3.6 Cool-Down

3.6.1 Parts when removed from the atmosphere of argon and/or
hydrogen must be clean and free of scale and oxides.

4.0 Results Required

4.1 All parts shall attain 85% minimum coverage in the area contained
between one inch along the outside and inside edge of the faying
surface area. Also, any line drawn between the outside and inside
area will be 857 brazed. The above may be interpreted by either
fracture or X-ray of test coupons specified for the lot size in
MIL-8TD-105 necessary to attain 95% confidence that all parts are
good pieces. Once, the control limits are established as data for
acceptable machine settings; they do not have to re-established
unless:

4 03M/10043/09

R T




E5 REPORT
CODE IDENT NUMBER REV
52088 2850905 -

A. Parts of a previously brazed lot do not pass the visual test
specified by MIL-B-7883.

B.  The fracture of the first brazed part of a lot does not pass
the peel test specified by Paragraph 4.2

C. The induction brazing tool requires a change outside the
setting range required for control.

D. The parts of a previously brazed lot do pPass the pressure
test, when required by the drawing,

4,2 A peel test simulating the mass, material and configuration of
first brazed joint per lot shall fracture 85% or more of the
brazing alloy or parent metal. If it does not, the equipment
must be reset until the heat pattern develops the desired
fracture. If outside the established control limits, revert to
Paragraph 4.1,

4.3 All liquid containing assemblies must be pressurized to the require-
ments specified by the drawing for at least a five minute hold, No
leaks or pressure drop during this period permitted.

4.4 Parts must pass the visual criteria specified by MIL-B-7883.
4.5 All parts must meet all dimensional requirements of the drawings.

4.6 If the number of defective pieces cumulated from visual, peel, and
pressure exceeds the defective pieces permissible for the lot size
in MIL-SID-105 .o attain a 959 confidence, the entire lot is
rejected and must be reworked. The next lot after the rejected lot
has to be evaluated in accordance with paragraph 4.1,

5.0 Rework
5.1 All pieces of a rejected lot must be cycled 20 times in accordance
with the pressure prescribed by the drawing and the duration
specified by paragraph 4.3,

5.2 All defective pieces of a lot can be reworked once by reflowing
with the parameter ranges prescribed for this part.
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5.6 Any changes in gas pressure and flow, gas mixture and/or electrical
parameters heyond the limits prescribed in paragraph 4.1 for the
brazing of acceptable parts, will require new parameters be deter-

mined and documented (4.1).

5.7 Parts maybe reworked two additiomal cycles under the newly developed
parameters.
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